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[57] ABSTRACT 

An apparatus for forming and packaging articles of 
resilient compressible foam material is disclosed. The 
individual sheets of foam material are formed and intro- 
duced between confronting surfaces of the apparatus. 
Relative motion between the surfaces causes die sheets 
to roll upon themselves to form a compressed rolled 
article. Labels or wrappers are introduced at the trailing 
end of the sheets whereby the rolled article is com- 
pressed and rolled within the labels or wrappers. 

8 Claims, 3 Drawing Sheets 
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driven belt suitably bearing on the foam and further 
FORMING AND PACKAGING ARTICLES OF preferably driven at substantially the same speed as the 
COMPRESSIBLE FOAM MATERIAL relatively moving surface of the roll-forming mecha- 

nism* 

This invention relates to forming and packaging arti- 5 Any tendency for the preloading substance of the 
cles of compressible, actually resilient, foam or sponge foam to become expressed and build up on the front 
materia] (hereinafter called "foam"). edge and/or at least partially clog foam-gripping provi- 

There are obvious advantages in packaging such sion of the aforesaid other surface of the roD-forming 
articles in a compressed or partially compressed state as mechanism can be avoided or at least reduced by partic- 
the resulting package will be smaller, thus more readily 10 ular temporary and localised extra compression of the 
handled individually and transported in bulk, but, as foam at entry of the roD-forming mechanism and ap- 
such materials are usually of low density, without any plied to the foam surface that will engage said other 
problem arising from batch-load weights. surface of the roll-forming mechanism, say by so-called 

In putting this invention into practice, we are particu- doctor blade at the end of said other surface. Such doc- 
larly concerned with pad-like articles, Le. three-dimen- 15 tor blade can thus be either at the junction of such other 
sional with one dimension (herein called "thickness") surface with the above-mentioned inclined (in-feed end) 
smaller than at least one usually both of the other two; extension thereof, or after said roller or set of rollers or 
and, for such an article, with presenting it rolled up, Le, said driven belt, but is conveniently at the first encoun- 
tmckness-opon-thickness, within a wrapper, and prefer- tered edge of the relatively stationary surface of the 
ably with a degree of volumetric compression in, usu- 20 roll-forming mechanism. 

ally throughout, its thickness. Prepared lengths of the foam sheet or ribbon can be 

The result is a package that is particularly easy to presented to the in-feed end of the roll-forming mecha- 
handle and is well suited to articles whose foam is of nism via means controlled by a reciprocable ram device 
open-cell type, and which is preloaded with a useful or devices, say operating relative to a stack of pads 
substance, usually of liquid or otherwise injectable and 25 constituting said prepared lengths, or even hand-fed 
retainable form, for some specific or general purpose, such pads. Alternatively and advantageously, a reel of 
for example cleansing, sterilising, polishing eta The continuous foam sheet or ribbon, i.e. a convenient stock 
extent of such preloading and the extent of volumetric form for sheet or ribbon material to be unreeled there- 
compression can, of course, be correlated so as to give from, is associated with an indexed feed to the roll- 
a satisfactory package relative to its size and load-reten- 30 forming mechanism and a severing station. A suitable 
tion. indexed feed comprises an intermittently driven tractor 

Suitable apparatus comprises a roD-forming mecha- mechanism that has confronting driven surfaces engag- 
nism having confronted surfaces between which foam ing the foam sheet or ribbon at both its sides, preferably 
sheet or ribbon is fed, one of the surfaces being movable of confronting belt type that can conveniently be driven 
relative to the other in the desired feed direction so as to 35 equally from an accurately controlled electric stepper 
roll up and compress a prepared length of the foam motor. 

sheet or ribbon accompanied by a label sheet whose A suitable severing station employs a rotating cutter 
opposite edges meet in making a tube about the rolled- blade movable into and out of foam engagement, and is 
up foam while translating the article between the sur- preferably of a type affording a low moving mass, say 
faces from in-feed to exit positions. Such other surface 40 on a drive arm from a fixed drive motor and pivotted 
may be stationary and will preferably present at least as relative thereto. Such severing station will normally be 
much, usually similar, grip to the foam as does the one at or after output from the above-mentioned tractor 
surface. Then the foam sheet or ribbon will be slowed if feed mechanism. 

not stopped at one of its surfaces by said other surface of A suitable transport system from the severing station 
the roD-forming mechanism whose said one surface will 45 to the roD-forming mechanism comprises means for 
continue to transport the other surface of the foam sheet engaging the foam from sides only, preferably with a 
or ribbon thereby forcing the prepared length thereof to light compression of the foam in its width. Such engag- 
roD up into a roll of a diameter equal to the exit spacing ing means may be effective within the thickness of the 
of the confronting surfaces, Le. the original thickness of foam and can comprise moving filamentary members, 
the foam at entry into the roD-forming mechanism if 50 for example cords, whose movement is preferably also 
such confronting surfaces are basicaDy paraDeL on an intermittent basis mat ching indexing of the above- 

It is further envisaged herein that additional provi- mentioned tractor mechanism, 
sion is made for compressing the foam prior to entry It is to be understood that the term "prepared length" 
into the aforesaid roD-forming mechanism, thereby per- as used thus far does not necessarily imply preloading 
mitring yet further compression of its thickness in a yet 55 with a desired substance though any such loading wiD, 
more compact resulting article. This can be achieved of course, have to be present prior to action of the roll- 
where said one (relatively moving) of the confronting forming mechanism. Preferably such preloading is per- 
surfaces of the roll-forming mechanism extends beyond formed on an intermittent cyclical basis, Le. once per 
said other of those surfaces at die foam in-feed end and ultimate prepared length, as it is important to have 
that other surface has an inclined extension that is sub- 60 assurance that each such prepared length contains a 
stantiaUy non-gripping for said foam which is thus com- required amount of preloading substance, 
pressed to reduce its thickness as it is drawn along by Injection of the preloading substance directly into the 
said one of the confronting surfaces. A practical alterna- foam material via jets themselves engaging, preferably 
tive to such inclined extension is a roller or set of rollers entrant, the material is found to be suitable. Clearly, the 
appropriately sized and positioned to achieve the de- 65 quantity and evenness of distribution of the injected 
sired precompression of the foam material prior to en- substance for each prepared length of foam material is 
tering the confronting surfaces. Another, and usually important to quality control for the final products. Ac- 
preferable, precompression provision comprises a cordingly, rather than rely on timed injection (when 
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pressure and effective jet size are the controlling other satisfactory from the point of view, at least unless the 

parameters), we prefer to use a positively and quantita- labels have only localised adhesive near to each end. 

tively metered injection, say using a piston-and-cylinder Provision of a label stripping station and for take-up 

device to drive a prescribed of volume of cylinder con- of waste carrier sheet can advantageously be avoided 

tents to a head and thence out of jets thereof into foam, 5 by providing for adhesive application and label sever- 

such piston-and-cylinder device operating once per ance during passage from the preferred fan-fold stack to 

prepared length, Le. preferably (but not necessarily) the roll-forming station. Such adhesive application is 

after or at severance thereof. Moreover, we further readily achieved by an intermittently operable applica- 

prefer to use a substantial number of jets, le. greater tor device, whether as strips or as series of spaced adhe- 

than four, that in one implementation hereof can satis- 10 sive dots which is a system yet more readily arranged to 

factorily be twelve for prepared lengths measuring provide for a lesser bond to the foam, say by fewer 

about 90 mm X 200 mm. Such jets can be evenly distrib- adhesive dots, than between overlapped ends of the 

uted over a head of a size substantially matching a said label, say by more adhesive dots, preferably enough to 

prepared length of foam sheet or ribbon, and preferably form a substantially continuous strip at superposing of 

project therefrom to penetrate into the thickness of the 15 the other end of the label 

foam at actual injection. It is further preferred to provide means for assisting 

Such injection station can be located before or after label removal from the resulting label-enclosed rolled- 

the aforesaid severing station, the two stations most up foam product, which can be achieved via a tear 

conveniently being operated in conjunction so that thread applied to the adhesive at or near the label and to 

severing begins with or just after injection and ends at 20 first engage the foam or sponge material during roll- 

or just before injection is complete, though just after forming, or yet more simply by imposing tear-assist 

wOl usually be acceptable in view of time lag in the formations to the labels close to their ends but inboard 

injected substance spreading through the foam. In one of the adhesive thereat. Suitable tear-assist formations 

implementation, the foam is indexed between injection could be lines of perforations, or, more simply, quite 

and severing considering the same prepared length. At 25 short edge-nicks. 

least the, the injection and severing provisions may be In one label supply system, a movable label placing 
within the extent of a lower one of moving belts of the plate has labels fed thereto, adhesive applied to label for 
tractor mechanism. attachment at or after the leading edge of a severed 
l Before considering label feed system, we revert to the foam length movement of the placing plate against the 
^aforesaid supply of foam sheet from continuous reel '30 foam between the severing station and the roll-forming 
stock. Such reel stock, whilst self-evidently best pro- mechanism, and adhesive applied to label after the trail- 
^ vided at nominal uncompressed thickness for the foam ing edge of that severed foam length, whereafter the 
- sheet, so as to avoid slicing, is preferably very much next label is fed onto the placing plate, 
wider than required for the finished products and so is Another possible label feed-transport system corn- 
conveniently subjected to slitting down to a required 33 prises a tractor roll(s) or rollers) serving as a label sheet 
width. Such slitting can be performed at take-off from feed, a suction table below a driven perforate belt or 
the reel either so that only the required width is taken net, mesh gauze or like material, to receive the output 
off but same is done successively relative to the total from the tractor roll or rolls and afford support at least 
width of the reel with end-to-end joining of successive for operation of adhesive application means, and a guide 
-such required width take-offs to give substantially con- 40 to take the labels from the suction table/belt means to 
-tinuous operation relative at least to one full reel, or at the nip of the roll-forming mechanism between its one 
a multiple bladed slitting station where required widths said surface and the foam/sponge material being rolled, 
are formed simultaneously across the width of the reel and affording support during severance of the labels if 
and fed in parallel through the severing, injection and not already severed on the suction table/belt means, 
roll-up stations. One suitable reel of 35 mm thick foam 45 It will be appreciated that each of the aforesaid fea- 
sheet is 2 meters wide and holds 60 meters length, i.e. hires, of appropriate sub-combinations thereof consti- 
grving a total availability of at least 6500 units for about tute in themselves, significant contributions to efficient 
90 mm X 200 mm sizes of prepared lengths. operation of label-enclosed roHed-up foam articles. It 
Turning to labels and label feed, these can also come will further be appreciated that employment of various 
in continuous connected form, to be fed into a nip be- 50 aspects of apparatus hereof each or in combinations 
tween the foam sheet and said one (relatively moving) constitute or constitutes implementation of process' 
surface of the roll-forming mechanism, usually and aspects of this invention and that resulting label- 
preferably after being severed and at a position on the enclosed rolled-up products have, in themselves, one or 
or each prepared length that assures overlapping of more novel and inventive fea tu res, 
ends of the label about the or each rolled-up foam 55 Thus, regarding process aspects, there are at least the 
length, Le. extending over a remaining length of the following aspects: 

foam sheet or ribbon that is less than the length of the (a) Formation by severance from reel of foam sheet 

label. We particularly prefer that the labels be drawn stock. 

from continuous stock, which may be fan-folded (b) Injection of preloaded substance more evenly 
thereby avoiding high inertia eta of rotating reels, or of 60 over the are of a product length of foam sheet 
reel form but associated with an unreeling feed that (c) Precomposition of foam sheet prior to roll-form- 
removes tension and inertia effects after the feed station. ing. 

Fixing of each label in position relative to its foam- (d) Edge-engaged transport of severed lengths of 

roll during formation of the latter is conveniently by foam material. 

using an adhesive, preferably offering a reasonable bond 65 (e) Label formation from continuous sheet stock, 

to the foam but not so strong as to be difficult for the (f) Application of adhesive to end-adjacent portions 

user to strip off. In practice, use of ready-gummed labels of the labels, 

on carrier sheet turns out to be less than consistently (g) Provision of tear-assists. 
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And, regarding product aspects, there are at least the to be particularly effective, or a control system using 

fo ^°™? g aspects: optical sensing of holes in a disc rotating with one of the 

(h) Features resulting from (b). drums or rolls. 

(i) Features resulting from (c). From the tractor mechanism 22, the sheet passes over 
(p Features resulting from (g). 5 a support table or tables 30, usually between upstanding 
Specific implementation of such features together side guides 32 through an injection type preloading 

with now be described, by way of example, with refer- station 34 and a severing station 36 on its way to a roll- 

ence to the accompanying drawings, in which; forming mechanism 40. 

FIG. 1 is a diagrammatic overall indication of appara- FIG. 11 shows a variant tractor m^Wfc^ with the 

tus for producing label-enclosed roll-formed foam/- 10 parts thereof designated by numerals similar to the nu- 

sponge articles; merals for like parts found in the first embodiment but 

FIG. 1A shows variant label feed; increased by 100. The FIG. 11 tractor m^h^tcm m . 

FIG. 2 shows alternative foam sheet take-off and eludes an extension of its lower drive belt system at 

sli *j n j£ „ J A , „ 12dA to go under and beyond an injection/severing 

FIGS. 3 and 4 show more detail of injection of pre- 15 table 130A, eg., with a chain drive 128 via a drive 

1 °^c SUbStaDCe ^ wheel 128B and tensioner 128T (as shown in FIG. 11A) 

FIGS. 5 and 6 shows alternative foam sheet precom- to sprockets on rolls or drums 124B, 126B. See also 

P 1 ^ 01 ^ . FIG. 5 for a system with a drive wheel 29D on the same 

FIG. 7 shows foam sheet severing to product length; shaft as the roll 26B and sprockets at the other side for 

FIGS. 8 and 9 show more detail of combined seve- 20 chain 29 with a tensioner 29T in a channel on a base 

nng/adhesive applicator/tear assist means for labels; frame member 120B of which two such (see also 120A) 

FIG. 10 shows more detail of a preferred labelen- form sides of a rectangular base frame. 

clo J^^ ol |t d - u P fo™ Product A preferred injection station 34, see also FIGS. 3 and 

FIGS. 11 and 11A show more detail of foam feed 4* comprises a head part 42 having a plurality of exit 

pn ° r *°™P- u P' A , 25 apertures or jets 44 disposed over the foam sheet 12 so 

FIGS. U> 12A and 12B show a side-engaging severed as evenly to inject a preloading substance at operation 

foam length feed; of a piston-and-cyhnder device 46, 48 supplied with said 

FIG. 13 shows another label severing/adhesive appli- substance at 50. For a 90 mm width of foam sheet 12, we 

Ca m^ St f?$ 611(1 tbat more 10311 four sucn apertures or jets 44 are 
FIGS. 14A and 14B show more detail of foam sheet 30 required, and have actually used ten or twelve spaced in 

sev 5?^ c a ? d the direction of foam sheet feed and in two or more 

FIG. 15 is a transverse view of a tractor mechanism. rows spaced transversely to the direction of feed of the 

In the Figures, it is to be understood that what is foam sheet Projecting jets 44 should be capable of 

shown is primarily for illustrative purposes in aid of the entering the thickness of the foam before injection be- 

description that follows, and nothing is intended to be 35 gins.- ^. 

t °™ e \ , , _ A prefeiTed severt^ 

FIG. 1 shows a reel 10 of stock foam or sponge mate- FIGS. 14A and 14B comprises a rotating blade 52 on a 

rial in sheet form 12 and an associated slitter mechanism pivotal arm 54 from a drive motor 56, with a drive 

14> for example having a circular driven blade 16 on a transmission 58 along such arm 54 to the blade 52 and an 

pivotal arm 18 to provide only a prescribed width of the 40 extensible and retractable ram 53 to pivot the arm 54. A 

stock foam or sponge material. The reel carrier (not roller and slot guidance system is also shown at 55, 57 in 

shown) is conveniently indexed out of the plane of the FIGS. 14A and 14R 

drawing between successive feeds of slit material there- The roll-forming mechanism 40 has confronting sur- 

from, which may be connected together end-to-end. faces 60, 62, one of which (60) is movable relative to the 

Moreover, a continuous unreeling drive may be applied 45 other (62) in the same direction as feed for the foam 

during each slit delivery with a loop normally formed sheet 12. As shown, surface 60 is movable and surface 

before entry at 20 mto an indexed tractor transport 62 is stationary. Surface 60 will grip the sheet for trac- 

mechanism 22. tion purposes and is of an endless belt guided or driven 

FIG. 2 shows an alternative where a plurality of at end rollers 63 A, 63B, or medially, and conveniently 

slitter blades 116 equally spaced on a roll 118 (by the 50 continuously. Surface 62 is shown as a pad of rubber or 

desired width of prepared lengths of foam) are associ- other material suitable to assure a sufficiently gripping 

ated with a cushion roll 114 to draw the full widths of nature to stop that surface (actually upper as shown) of 

^rck from its reel and slit same on the slitting the foam sheet that comes into contact therewith and 

table 112 winch is slotted to take said blades 116. The may be of the same or similar material to the other 

tractor transport mechanism and other stations and 55 surface 60 that forces roll-up of the foam sheet 

apparatus to be described can then of course operate Inevitably, the action of the roll-forming m-rlmmcm 

simultaneously for the sht foam, i.e. in parallel say for 40 involves substantial compression of the lengths of 

over twenty such at 90 mm from a 2 meter wide reel foam sheet 12 entrant thereto. As aforementioned, we 

As shown, the tractor mechanism 22 comprises con- find that achievement of same evenly and/or achieve- 

fronting moving surfaces 24 and 26 to engage the sheet 60 ment of maximum viable compression (and thus smallest 

12 from both sides, actually above and below. That is practicable diameter of the resulting product) is or are 

readily achieved where the surface 24 and 26 are of significantly aided by applying a degree of precompres- 

entfess belt systems, say using end guide or drive rollers sion to the foam sheet 12 as it enters the roU-forming 

24A, 24B and 26A, 26B, though drive could, if desired mechanism 40. That can be achieved via a sloping guide 

or if preferred, be applied medially. In any event, drive 65 plate 64 to the surface 62 above extension of the surface 

is to be intermittent and acceptably reliable in relation 60 beyond the surface 62 proper at the in-feed end of the 

to desired prescribed lengths of the sheet material 12. A mechanism 40, or by a set of rollers 65, see FIG. 5, or by 

drive system utilising an electric stepper motor is found a driven belt system 65A, see FIG. 6 (the belt usefully 
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being synchronized to the speed of the moving surface other means as are conventional to fan-fold dispensing 

for example as used in relation to computer printers. 

A more steeply inclined projecting doctor blade (66, An alternative label feed, see FIG. 1A, can be from a 

66', 66") is also shown after the guide plate 64 or rollers reel 70R via continuously driven rollers 73 forming a 

65 or belt 65A at the end of surface (62, 62', 62") acta- 5 loop before rollers 74', 76\ The reel 70R itself could 

ally the substrate (68, 68', 68") for a pad affording the also be driven, say further with a loop before the rollers 

surface (62, 6*. 62"). Such projection of blade (66, 66', 73. 

66") wffl supply localised further compression to the the rollers 74, 76 the label stock goes onto a belt 
Foam sheet 12 prior to its engagement of the surface (62, fe«l conveyor 78 of perforate type passing over a se- 
er, 62"), and will serve to prevent or reduce build up of » catted v f cuum 80 winch appbes suction to retain 
expressed preloading subsLces on the edge of the pad the labd stock sheet on the belt feed convey°r78. 
for surface (62. 6T, 62") and/or clogging of the latter. It ts dea^y ne<^ryon, or at least at exit from^he 
Provision for tuch localised further compression via a fo»veyor 78, for the label stock sheet to be severed to 
Made is preferred as the latter is particularly readily If and we prefer heron ako to applyadhesive 
made adjustable However, a rib formation on the end 13 f»°se to bothends of such cut label lengths. Whilst tot 
oT^S plate 64 could be used if desired. ktter could be done by wipmg br^hes or a&eave feed 

T^fa^tion and severing stations 34 and 36 operate ^^^JS"** ^^"f*^^ 

* J . j , . r , * ^^a.^-^!™ w_ sheet, the preferred means hereof is combined with 

between mdexmg feed severance. Thus, see FIGS. 8 and 9, a head 82 has a 

anism 22, Le. relate to fo^s^ 

on the support table or tables 30 (or 30A), winch may ^ dis ^ n jets g/^ ^ for ^ portions adjacent 

present a substantially non-grip surface to the foam ^ J» ^ f successive respec . 

sheet thereon, so that the latter moves easily when ^ u 85 *~ 

pushed by action of the tractor mechanism 22. Prefera- ^ 88 for the trailing label edge portions are 

bly however, we provide a further traction system be- M shown ^ m number ^ more closely spaced then 

tween the stations 34, 36 and the roMorrnmg mecha- ±Q$e g6 for ^ leading ^bel edge portions. Preferably, 

nism 40, which system uses edg^engagmg ^fflamentary adhesive ^is ^m ^ fonner> but ^ ^ latter , wiU 

members 100A, 100B, see FIGS. 12A-12B snowmg ^ read at sup erposition of label edge portions to join 

endless cords. Advantageously, those cords hold the together in a continuous strip. The result will be a stron- 

\ fsevered lengths of foam in slight transverse tension, and 30 gef between overlapped label edge portions than 

arc operated intermittently in step with and at substan- between leading label edge portions and the foam sheet 

"fially the same speed as the moving surface of the trac- ^ 

. "tor mechanism 22. Foam side-engaging and return runs We ^ ^at such can assist provision for label re- 

of the cores 100A and 100B are set by idler rollers 102, movaL Thus, the relatively strong and continuous adhe- 

and drive is applied from drive wheels 104 at rolls 106A, 35 between overlapped label edge portions forms a 

106B in loops over further idler rollers 108. Transverse relatively stiff strip relatively weakly adhered to the 

compression of the foam lengths between the cords, say foam sheet Q f the product, and thus fairly readily 

with the latter impressed up to 3 mm into the skies of gripped and torn off from one end by the user. Further 

,those lengths holds the latter adequately for the pur- assistance is rendered by providing edge-nicks in the 

,poses hereof without requiring further side guides. 40 \q^q\ inboard of the adhesive application, and same is 

Reverting to the roU-fonning mechanism 40, it will readily done at the severing/adhesive application head 

" be appreciated that the output diameter of rolled-up $2 by further short blades 90. 

products will correspond to the exit spacing of the sur- An alternative tear-assist provision could, of course, 

faces 60 and 62, Le. leftmost end of the mechanism in be a thread set onto the adhesive at the leading edges of 

FIG. 1. As shown, such diameter will correspond to 45 the labels. 

that dimension to which the foam sheet 12 is pre-com- From the conveyor 78/suction table 80, the cut labels 

pressed by the guide plate 64, Le involving a multiple of go over a guide plate into a nip at 92 between the sur- 

further such compressions corresponding to the number face 60 of the roll-forming mechanism 40 and the foam 

of super-positions of sheet thicknesses in the resulting sheet 12 off the support table 30. The precompression 

roHed-up product. Requirements for product control as 50 action of the guide plate 64 actually aids such picking 

to evenness of compressed throughout its rolled-up up of the labels at that nip. 

length may be better served if the surfaces 60 and 62 A collection bin is shown at 94 for label-enclosed 

diverge in the direction of roll-forming, say by sloping rolled-up products from the mechanism 40, but any 

the surface 62 relative to the surface 60 so that the exit other product handling system could be employed, 

end has a wider spacing than junction of the surface 62 55 In relation to the label stock 70, it is assumed that 

with the in-feed guide plate 64. such will arrive pre-printed, but a printing station could 

In any event, it will be appreciated that a cut label for be included in the apparatus of system hereof, Le. oper- 

the resulting product should be fed to the input end of ating from blank fan-fold or reel label sheet stock, 

the roll-forming mechanism 40 at some time before all Reverting to precompression by roll means (FIG. 5), 

of the product length of foam sheet 12 is drawn in, but, 60 it is advantageous for the roll concerned, or at least that 

of course, not before what is left to be drawn in is of nearest the substrate 68, to be as small in diameter as 

lesser length than the cut label possible, and to be driven rather than idle at least when 

Label stock, preferably with index markings for label non-impregnated sponge bodies are to be rolled and 
lengths, is shown at 70 in a fan-fold form in a bin 72 packed. In fact, a belt system is useful, see FIG. 6 for 
from which it is withdrawn by an overhead pair of such 65 belt 65A (which can be toothed) and associated support 
rollers 74, 76 of which at least one is driven to withdraw plate 65S, which can further readily deal with some- 
the continuous fan-fold sheet with unfolding thereof in what rounded edged/sided sponge bodies by compress- 
generally conventional manner, i.e. including such ing them beyond any doming thereof. 
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Another alternative label feed is shown in FIG. 13 ment of a different one of opposite major faces of the 
where stock from a roll is taken via a guide system 110 foam article, and further comprising means for injecting 
to feed rollers 74", 76" and thence onto a plate 111 a preloading substance into the foam prior to precom- 
pivotal towards and away from the underside of the pressing thereof, and means for pre-compressing the 
foam lengths in the cord transport system of FIO. 12, 5 foam from its normal thickness at or prior to entry 
see ram 112, and light spring fingers 113 to hold the between the confronting surfaces, 
label stock on the plate 111. Adhesvie applicator jets 3. Apparatus according to claim 2, wherein the first 
114 in a row are preferably timed to enter between foam means for feeding pad-like foam articles includes a trac- 
lengths and apply hot melt adhesvie spots on the lables, tor mechanism having confronting surfaces driven in- 
all suitably timed via sensors for the front and back 10 termittently on an indexing basis for continuous foam 
edges of a foam length (SFF, SBF), end of label (SEL), stock material, and severing means for cutting the foam 
label length (SLL) and label address (SRL> stock material to lengths thereof corresponding to said 

A suitable sequence of operations for indexed label indexing and to be rolled up with said wrapper or label, 
drive involves driving label stock onto the plate, sensing 4. Apparatus according to claim 3, wherein the sever- 
the front edge of a foam length to control lowering and 13 mg means comprises raisable and lowerable rotary 
operating the adhesive spotting mechanism (A) to apply blade means operable between indexing of said tractor 
spots of ghie to the forward label edge part, sensing the mechanism. 

rear edge of the foam length and raising the label plate 5. Apparatus according to claim 3, comprising trans- 
to the foam length so as to attach the label by its front port means for severed lengths of foam material from 
edge part, sensing the end of the label and re-operating 20 the severing means to the roll-up mechanism, which 
the adhesive spotting mechanism before advancing the transport means comprises side-edge engagers for the 
next label onto the plate 111. foam lengths and between which the foam lengths are 

A suitable support frame system for the entire appara- lightly compressed in their widths, 
tus may comprise the aforesaid basic frame 120, plus at 6. Apparatus according to claim 1, comprising wrap- 
the tractor mechanism, relatively short a top frame 25 per or label delivery means including means for emplac- 
portion 122, bearings/brackets (B) on both to hold ing rows of discrete spots of adhesive at or near each 
roll/drive wheel axles, and side guides 32 for the foam end of each wrapper or Iable, the adhesive emplacing 
up to the cord transport 100 where used. means being operative to put more spots at the trailing 

I claim: end of the wrapper or label closely enough together to 

L Apparatus for forming and packaging articles of 30 afford tear-assistance on the finished product 
resilient compressible foam material comprising first 7. Apparatus according to claim 1 comprising wrap- 
means for feeding pad-like foam articles having a thick- per or label emplacing means including indexed feed 
ness dimension smaller than its length and width dimen- means for continuous roll stock, an emplacement plate 
sions, means for feeding a wrapper or label so that a movable towards and away from the foam lengths with 
leading edge portion of a wrapper or label is associated 35 a wrapper or label thereon, and cutting means for cut- 
with a trailing edge portion of each pad-like article, and ting labels from the continuous stock at the emplace- 
second means for feeding such pad-like articles succes- ment plate. 

srvely, each with an associated wrapper or label be- 8. Apparatus according to claim 1 wherein said means 
tween confronting surfaces of a roll forming media- for feeding the wrapper or label to each of the padlike 
nism, one said surface being movable relative to the 40 articles with leading edge portions of the wrappers or 
other in the desired feed direction so as to roll up and labels attached onto the trailing edge portions of the 
compress the pad-like article within its wrapper or label corresponding pad-like articles includes means for in- 
thereby forming a tube about the rolled-up article while troducing the labels or wrappers adjacent to the in-feed 
translating the article between the surfaces from an position of the confronting surfaces in synchronism 
in-feed position for the articles and associated labels to 45 with the trailing edge portions of the corresponding 
an exit position for the wrapped article. pad-like articles as the pad-like article is being rolled up 

2. Apparatus according to claim 1, wherein each of by the relative motion of the confronting surface, 
the confronting surfaces first affords gripping engage- ***** 
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